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^nufacturingmethod of laminates comprising: 
a first sfe^Lof preparing a first laminate by stacking a plurality of sheet- 
like materials, ori^^feogof one another in layers, each having apserities on a 
surface thereof in part; anc 

a second step of obtaining a secon^Sa^inate by sandwiching said first 
laminate between a rigid body and an elasQSsbody that are located oppo- 
site to each other or between opposing elastic bodi^i&^^nd then by having a 
pressing force apphed thereto. 

The manufacturing method of laminates according to Claim 1, wherein 
said elastic bodies have heat resistant characteristic. 
3. The manufactxiring method of laminates according to Claim 1, wherein 
said elastic body is more thick than said first laminate. 

size of said elastic bodies-ar^iSfger than a contact area between said first 
C^laminate-^ndsaid elastic bodies . " 



The manufacturing method of laminates according to Claim 1, wherein a 
contact area of said elastic body with said first laminate is not adhesive 
20 tJb said first laminate. 

6. T^ manufacturing method of laminates according to Claim 1, wherein a 
flat)elastic non-adhesive film is inserted between said elastic body and 
said first laminate. 

7. The E^anufacturing method of l£uninates according to Claim 6, wherein a 
25 surfacfe area of said non-adhesive film is made larger than a contact area 

with said first laminate. 

8. The manufacturing method of laminates according to Claim 7, wherein 
said non-kdhesive film has heat resistant characteristic. 

9. The manuJ^cturing method of laminates according to Claim 1, wherein a 
30 pressing forAe is apphed to said first laminate with a side svirface thereof 

covered with framework in said second step. 
10. The manufactuVing method of laminates according to Claim 9, wherein 
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an inner peripheral configuration of said fi:amework is made larger than 
an outer peripheral configuration of said first laminate. 
ll\The manufactviiing method of laminates according to Claim 9, wherein 
said firamework has elastic characteristic. 

12. T\he manufacturing method of laminates according to Claim 9, wherein 
a l^eight of said fi:amework is equal to a thickness of said first laminate or 
lowver 

13. TheVnanufacturing method of laminates according to Claim 9, wherein 
said nramework has heat resistant characteristic. 

1 1 Tho m n n ^fR ^tiirinr m ^th^H of laminates according to Claim 1 , w h ^rgiP 
said second step is carried out while said first laiaiiiat^15erng maintained 
in a depressurized atmospj 
15. The manufacturing mejM^^ according to Claim 14, wherein 

said pressijjg-^^fce appftcation in said second step is carried out afber a gas 

5-elimiaated^ 






1^. The manufacturing method of laminates according to Claim 14, wherein 
aid pressing force apphcation in said second step is carried out after an 
atmospheric pressure around said first laminate is reduced to 80 hPa or 
lo^r. 

1 - 7. The manxifacturing method of laminates according - to Claiml^ 

said sheet-like materialjsjarmed-of'a'^eenshe and an internal electro- 
r. 

18. ^he manufacturing method of laminates according to Claim 17, wherein 
said green sheet is formed of polyolefin and an inorganic powder. 

19. The manufacturing method of laminates according to Claim 18, wherein 
saiu first laminate is heated to a temperature, at which polyolefin is sof- 
tenelfi, or higher in said second step. 

9 fs P i «-M>mn{T fnvpn appljf^ a t ion equipment comprising: 

a first pressing force apphcation mejnfe^fwith an elastic body provided in- 
side of a box-like rigidJ^ed^^Tand a second pressing force apphcation mem- 
ber with^^an-elastic body provided inside of a box-like rigid body , wherein 
said first and second pressing force apphcation members are arranged so 
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-as- to have ooid claGtic body loca le J uiJUO Bite to e ach othei 
one of sa id first_aQdr-se ^^rrfT ff""j?f^ fr^ynn r ^ pp lira tinn mernlw is made 
movable. 

2 1. Th e pr ess ing forc e -appticat ion - equipment aooording to Claim 20, whg 
a frame is provided on a periphery of each of saidje^^gSve rigid bodies of 
said first and second pressing forCj^ applicSJion members, said rigid bodies 
being located opposite to es 

22. The pressing force a^plicati^(cLBqtupment according to Claim 21, wherein 
an air outleJ>3::5^rovided on each of said respective first and second press- 

ippHcati 

. The pressing force appUcation equipment according to Claim 21, wherein 
said elastic body is held by a supporter provided on inner wall surfaces of 
id rigid body and left under a floating state against said inner wall sur- 
faces at other places . 



